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PROBLEM TO BE SOLVED: To simplify a manufacturing 
process of an electric apparatus having a laminated core 
in order to reduce the cost thereof and improve the 
performance thereof. 

SOLUTION: This electric apparatus has a laminated core 

comprising a plurality of laminated metal thin sheets. The S i 

metal thin plates comprise a plurality of material sheets 
which are laminated one by one or every plurality of 
sheets. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The electrical machinery and apparatus which has the laminating core characterized by 
having the core of the structure which carried out the laminating of two or more ingredients 
every [ every sheet and ] two or more sheets in the electrical machinery and apparatus which 
has the laminating core constituted by carrying out two or more sheet laminating of the metallic 
thin plate. 

[Claim 2] Laminating core press metal mold for electrical machinery and apparatus characterized 
by having the configuration where two or more ingredients were corresponded for performing a 
laminating every [ every sheet and ] two or more sheets, in the laminating core press metal mold 
for electrical machinery and apparatus constituted by carrying out two or more sheet laminating 
of the metallic thin plate. 

[Claim 3] The laminating core assembly facility characterized by to have the feed zone which 
supplies two or more ingredients every [ every sheet and ] two or more sheets with press metal 
mold, and supplies a punching ****** core to an assembly facility with core supply means, such 
as a parts feeder, and the caulking laminating section which performs a caulking laminating for 
the supplied core every [ every sheet and ] two or more sheets in the laminating core assembly 
facility which performs the assembly of the laminating core constituted by carrying out two or 
more sheet laminating of the metallic thin plate. 

[Claim 4] The electrical machinery and apparatus characterized by having the laminating core 
constituted by carrying out two or more sheet laminating of the metallic thin plate, and having 
the core which put and carried out the laminating of the metal member fabricated by shaping 
means other than this press metal mold between the cores and cores by which the laminating 
was pierced and carried out with press metal mold, or the member of resin. 

[Claim 5] The manufacturing installation of the electrical machinery and apparatus characterized 
by manufacturing the core which puts and carries out the laminating of the metal member 
fabricated by shaping means other than this press metal mold between the cores and cores by 
which the laminating was pierced and carried out with press metal mold in the manufacturing 
installation of an electrical machinery and apparatus which has the laminating core constituted 
by carrying out two or more sheet laminating of the metallic thin plate, or the member of resin. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the structure of products which have the core 
which carried out the laminating of the metals, such as silicon steel, such as a motor, a linear 
motor, and a transformer, and its manufacture approach, and a manufacturing installation 
especially about the laminating core press metal mold for an electrical machinery and apparatus 
and electrical machinery and apparatus and the laminating core assembly facility which have a 
laminating core. 
[0002] 

[Description of the Prior Art] As for cores of a magnetic application product, such as a stator 
core of a motor, it is common to use what carried out several multi-sheet laminating of what 
carried out insulating coating to thin griddles, such as 0.5mm and 0.35 etc.mm, in order to 
prevent the eddy current generated inside a core. As for this laminating, it is in use to be carried 
out using caulking or laser welding within metal mold. However, what has many iron loss, a thing 
without that right, and board thickness also have the class of 0.15mm - 1.0mm and large number, 
and have chosen the ingredient as this silicon steel in the balance of a price and a military 
requirement. 

[0003] There is structure of changing the ingredient of the York section of a core and the teeth 
section divided into JP.2000-341889,A as a conventional technique about the structure of using 
the ingredient of the stator core of a motor properly. The stator structure of this official report 
divides the York part and teeth part of a stator core, has a part for dovetail shape-like concave 
heights mutually, and has the structure which combines the shape of that dovetail shape. 
[0004] 

[Problem(s) to be Solved by the Invention] In the above-mentioned conventional technique, with 
laminating cores, such as a motor core, unless a core is divided, an ingredient cannot be 
changed. Although many classes are prepared for silicon steel by the iron loss value, prices differ 
greatly in the amount of need in a commercial scene. Therefore, the prime ingredient of high 
grade material and low-grade material is cheap, and middle serves as the composition of being 
expensive. Therefore, the ingredient used in order to attain a military requirement does not use 
middle material, either, but serves as exaggerated spec, using high grade material in many cases. 
[0005] Then, although it is that thinking mixes two or more high grade material and low-grade 
material, and it obtains the exactly good engine performance and an exactly good price, since 
there is no approach except using an approach which was mentioned above, namely, it cannot 
carry out a laminating to coincidence in metal mold conventionally, it needs two steps of 
processes of carrying out the reassembly of what carried out blanking of York and the teeth 
separately outside metal mold, and obtaining a stator core. Now, since a man day increases, the 
semantics which made the cost of materials balance with the engine performance will be lost. 
[0006] One purpose of this invention has the core by which changed for example, the motor core 
in the direction of product thickness, and the laminating was carried out in the charge of a 
laminated wood, and is to offer electrical machinery and apparatus, such as a motor which 
reduced the cost of materials. 
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[0007] Moreover, another purpose is in magnetic application products, such as a motor, a linear 
motor, a solenoid, and a transformer, to realize the attachment component of a core, and 
structure which sandwiches another ingredient between a laminating core and a laminating core 
as a magnetic insulation. 

[0008] Another purpose is putting a high temperature conduction ingredient, and is further again 
to obtain electrical machinery and apparatus, such as a motor core which raised heat dissipation 
nature, a linear motor, and a transformer. 
[0009] 

[IVieans for Solving the Problem] One description of this invention is in the electrical machinery 
and apparatus which has the laminating core characterized by having the core of the structure 
which carried out the laminating of two or more ingredients every [ every sheet and ] two or 
more sheets in the electrical machinery and apparatus which has the laminating core constituted 
by carrying out two or more sheet laminating of the metallic thin plate. 

[0010] Moreover, this invention is characterized by having the configuration where two or more 
ingredients were corresponded for performing a laminating every [ every sheet and ] two or more 
sheets in the laminating core press metal mold for electrical machinery and apparatus 
constituted by carrying out two or more sheet laminating of the metallic thin plate. 
[001 1] Moreover, this invention is set to the laminating core assembly facility which performs the 
assembly of the laminating core constituted by carrying out two or more sheet laminating of the 
metallic thin plate. It is characterized by having the feed zone which supplies two or more 
ingredients every [ every sheet and ] two or more sheets with press metal mold, and supplies a 
punching ****** core to an assembly facility with core supply means, such as a parts feeder, 
and the caulking laminating section which performs a caulking laminating for the supplied core 
every t every sheet and ] two or more sheets, 

[0012] Moreover, this invention is characterized by having the laminating core constituted in an 
electrical machinery and apparatus by carrying out two or more sheet laminating of the metallic 
thin plate, and having the core which put and carried out the laminating of the metal member 
fabricated by shaping means other than this press metal mold between the cores and cores by 
which the laminating was pierced and carried out with press metal mold, or the member of resin. 
[0013] Moreover, this invention is characterized by manufacturing the core which puts and 
carries out the laminating of the metal member fabricated by shaping means other than this 
press metal mold between the cores and cores by which the laminating was pierced and carried 
out with press metal mold, or the member of resin in the manufacturing installation of an 
electrical machinery and apparatus which has the laminating core constituted by carrying out 
two or more sheet laminating of the metallic thin plate. 

[0014] The description of further others of this invention is in the approach of carrying out the 
laminating of another ingredient and taking out two or more ingredients within the metal mold 
which carries out the press blanking laminating of the motor core every [ every sheet and ] two 
or more sheets, and the method of supplying and carrying out the laminating of another 
ingredient within metal mold between the cores by which the laminating was carried out, and 
obtaining the core of one. 

[001 5] A way method of a solution means is an approach of obtaining what carried out the 
laminating of the ingredient which supplies to a press what piled up beforehand two kinds of 
ingredients supplied to a press, and is different for every sheet. By this approach, it becomes 
realizable by setting it as the path clearance which pierces and carries out the griddle of the 
feeder which sends two kinds of ingredients into a press in piles, and the board thickness which 
repeated the blanking path clearance of metal mold. 

[0016] Moreover, although what piled up beforehand two kinds of ingredients supplied to a press 
as another solution means is supplied to a press and blanking is carried out to coincidence, 
performing caulking dowel attachment and a laminating process makes the feeder which sends 
each ingredient become independent, and it has it so that it may become every two or more 
sheets, and if ingredient of one of the two is sent a certain number of times, it will send another 
[ a stop and ] ingredient for delivery of the ingredient. The laminating of the ingredient which 
changes every two or more sheets with these actuation in the caulking laminating section which 
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is a final process can be carried out. 

[001 7] Furthermore, the approach of supplying and carrying out the laminating of another 
ingredient between the cores by which the laminating was carried out prepares feeder styles, 
such as a parts feeder which supplies the core of another members, such as aluminum and resin 
mold goods, to the laminating section which is the final process of metal mold, whenever it 
pierces it two or more sheets and carries out it, it inserts the another member in the laminating 
section using actuators, such as a solenoid, and it carries out a laminating to a laminating core 
and coincidence in the caulking laminating section with metal mold. 

[0018] Moreover, the laminating approach can carry out a laminating using the approach which 
also mentioned laser welding above in addition to a caulking laminating. 

[0019] The description and other descriptions of above-mentioned this invention are explained 

further below. 

[0020] 

[Embodiment of the Invention] The gestalt of operation of this invention is explained using a 
drawing. 

[0021] The stator core fabric of the fundamental motor which is the gestalt of the 1 operation 
concerning this invention is shown in drawing 1 . Drawing 1 (a) is the perspective view of a stator 
core fabric, drawing 1 (b) is the side elevation of a stator core fabric, and a dotted line is an 
imagination line which shows the opening inside a core. The laminating core 2 carries out the 
laminating of two or more silicon steel, is formed, and is the structure of having a different 
ingredient for every sheet. For example, the combination of using 35A210 of the iron loss value 
2.1 (W/kg) which is high grade material for the core materials of low iron loss ingredient core 2a, 
and using 35A600 of the iron loss value 6.0 (W/kg) which is low grade material for the core 
materials of high iron loss ingredient core 2b is possible. A coil 1 is wound around the laminating 
core 2. 

[0022] The process which obtains this core to drawing 2 and drawing 1 1 is shown. Drawing 2 is 
the drawing which looked at the facility which performs a press process from the width side. 
What piled up beforehand two kinds of ingredients supplied to a press is supplied to a press, and 
what carried out the laminating of the different ingredient for every sheet is obtained. In this 
facility, it has the roll feeder (feed gear) 6 which sends in piles two kinds of ingredients which 
consist of low iron loss ingredient 3a and high iron loss ingredient 3b into a press, and the 
amount sensor 7 of sag, the press punch 4 and the press female mold 5. It is set as the path 
clearance which pierces and carries out the griddle of the board thickness which repeated the 
blanking path clearance of metal mold. At the example mentioned above, it is 0.35mm. It is 
0.7mm, in order to pierce two griddles in piles and to carry out them. Metal mold path clearance 
equivalent to piercing and carrying out a core is taken. 

[0023] Drawing 1 1 uses the process as a flow Fig. If process initiation (START1 1 1) is carried out, 
low iron loss ingredient 3a and high iron loss ingredient 3b will be set to a facility at a process 
1 1 2. It conveys in the condition of having curtained said ingredient at the process 1 1 3 and having 
piled up with the roll feeder (feed gear) 6 through the amount sensor 7 into press metal mold (it 
having the press punch 4 and the press female mold 5.). At a process 114, the count stroke of 
predetermined of the press metal mold is carried out, and a caulking laminating is carried out to 
laminating Mizouchi of the press female mold 5. Laminating Mizouchi s layered product is 
performed at a process 115, and separation processing of a product is performed by caulking 
punch non-OFF dropping. After repeating a process 115 the number of predetermined times 
from a process 1 1 3, a product 29 is picked out from the press female mold 5 at a process 1 1 6. 
[0024] Another example of this invention is shown in drawing 3 . Although it is the laminating of a 
motor core like drawing 1 , it is the example which made 1 block two or more sheets ( drawing 3 
three sheets), carried out the laminating, and carried out the laminating of the block further. 
[0025] The facility and method of obtaining this motor core to drawing 4 , drawing 5 , and 
drawing 12 are shown. Drawing 4 is the drawing which looked at the press process facility from 
width, and has the structure of sending two kinds of ingredients in piles like drawing 2 . Drawing 5 
</ A> is the drawing which looked at the press process facility from the top face. As for a part 
which is different fr-om drawing 2 with this structure, the feed gear of each ingredient has just 
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been going to be independent. Feed gear 6of feed gear 6a and high iron loss ingredient 3b of low 
iron loss ingredient 3a b can be operated another, respectively. As shown in drawing 5 , this feed 
gear has structure sent across the location where each ingredient shifted so that only each 
ingredient may be sent. This configuration explains actuation using drawing 5 and drawing 1 2 . 
Now, the feed gear of 6b is stopped and the feed gear of 6a is operated Ingredient 3a is sent by 
this, it pierces in the form of a motor core, and a laminating is performed in a final process. This 
drawing shows that an ingredient is performed in order of a pilot hole, a central hole, a slot, 
caulking dowel attachment, and a whole ****** laminating. Although it means that the amount of 
[ of ingredient 3b ] point has stopped at a slot omission part with this drawing now, when having 
pierced ingredient 3a, it will ****** the part by which blanking has already been carried out. 
After [ the number blanking of conventions ] and feed gear 6a returns ingredient 3a by two 
processes, stops ingredient 3a, and operates feed gear 6b. Blanking of ingredient 3b is resumed 
by this and this also performs blanking of the number of conventions by it. By repeating this 
actuation and performing it, the core from which an ingredient differs two or more sheets at a 
time as shown in drawing 3 can be obtained. Drawing 1 2 explains a process to a detail further. If 
process initiation (START121) is carried out, low iron loss ingredient 3a and high iron loss 
ingredient 3b will be set to a facility at a process 122. It sets in the condition of having curtained 
said ingredient at the process 123 and having piled up with roll feeders (feed gear) 6a and 6b 
through the amount sensor 7 into press metal mold (it having the press punch 4 and the press 
female mold 5.). At a process 124, low iron loss ingredient 3a is conveyed by roll feeder 6a into 
press metal mold (it has the press punch 4 and the press female mold 5.). At a process 1 25, the 
count stroke of predetermined of the press metal mold is carried out. and the caulking laminating 
of the low iron loss ingredient 3a is carried out to laminating Mizouchi of the press female mold 
5. Next, at a process 126, high iron loss ingredient 3b is conveyed into press metal mold by roll 
feeder 6b. At a process 127, the count stroke of predetermined of the press metal mold is 
carried out, and the caulking laminating of the high iron loss ingredient 3b is carried out to 
laminating Mizouchi of the press female mold 5. Laminating l\/lizouchi's layered product is 
performed at a process 128, and separation processing of a product is performed by caulking 
punch non-OFF dropping. After repeating a process 128 the number of predetermined times 
from a process 124, at a process 129, a product 29 is picked out from the press female mold 5. 
and process termination (END 130) is carried out. 

[0026] The gestalt of still more nearly another operation is shown, drawing 6 (a) — drawing 1 (a) 
and (b) — the core of a motor is shown similarly. This structure is the structure crowded on 
both sides of block 2c by which a laminating is not carried out, such as a metal and resin, 
between core of two or more sheets by which laminating was carried out 2a. This block is 
manufactured in parts other than presses of a laminating core, such as cutting, dies casting, 
resin shaping, and plastic working. Moreover, the structure of E form core used with a 
transformer or a linear motor is shown in drawing 6 (b). This is also the structure crowded 
between the laminating cores 2 like the drawing 6 (a) Fig. on both sides of block 2c by which a 
laminating is not carried out, such as a metal and resin. 

[0027] The facility and method of obtaining the laminating core of drawing 6 within a laminating 
mold are explained using drawing 7 , drawing 8 , and drawing 13 . Drawing 7 is the drawing which 
looked at the blanking laminating mold of E form core from the upper part of metal mold, and 
drawing 8 is the drawing seen from the side side of metal mold. Drawing 1 3 is the flow Fig. 
showing a process. In metal mold, like motor core blanking shown by drawing 5 , a core 
configuration is pierced little by little and carried out at each blanking station. Since the number 
of ingredients 3 is one, a feed gear 6 is one set. The example shown here shows the structure 
which carries out a laminating on both sides of block 2c between the cores by which the three- 
sheet laminating was carried out. The quality of the material of block 2c is aluminum, and are the 
components fabricated by aluminum dies casting. This component has the same configuration as 
a laminating core, and a caulking dowel is also in the same part as a laminate. 
[0028] First, the usual blanking laminating is performed using this metal mold. As for the 
ingredient 3 sent in press metal mold by the feed gear 6, blanking is performed by vertical 
actuation of a punch 4 and female mold 5. And core 2a cut off from the ingredient in the caulking 
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section of a final process is held by the lateral pressure of a caulking slot, and caulking 
conclusion is carried out at core 2a pierced before. After actuation of a press is repeated 3 
times, it cuts off, and punch (blanking punch) 1 1 is extruded by the solenoid cylinder 1 2, and 
pierces and carries out scrap core 2d by the usual stroke at the process which was attached in 
the punch and which nothing carried out. it was attached in it, simultaneously a punch — it cuts 
off and is punch for caulking — it cuts off, caulking laminating punch 1 4 is also extruded by the 
thickness of aluminum dies casting block 2c from a metal mold front face in the solenoid cylinder 
13, and a laminating core is depressed to a location deeper than the usual caulking location, the 
next stroke — cutting off — punch (blanking punch) 11 — it cuts off, and cuts off for caulking 
and caulking laminating punch 14 returns to the usual location. Moreover, aluminum dies casting 
block 2c of aluminum dies casting components is transported to a caulking slot with a block 
migration means 9 to use the solenoid cylinder 10 etc. and to transport aluminum dies casting 
block 2c between the stroke. Since the part of the empty by which blanking was carried out by 
the previous stroke is sent to the caulking slot at this time, it can transport without interfering 
with core 2a and an ingredient. The caulking laminating of the aluminum dies casting block 2c 
transported by the stroke next to metal mold is carried out to a caulking slot by the usual 
caulking actuation. Moreover, the laminating of low iron loss ingredient core 2a of three sheets is 
performed after an aluminum block by performing three usual press actuation next. By repeating 
the above actuation, the laminating of the aluminum block can be carried out to the laminating 
core of three sheets by turns. 

[0029] Drawing 1 3 explains a process to a detail further. If process initiation (START131) is 
carried out, an ingredient 3 will be set to a facility at a process 1 32. It sets, where said ingredient 
3 Is piled up with a roll feeder (feed gear) 6 at a process 1 33 into press metal mold (it has the 
press punch 4 and the press female mold 5.). At a process 134, the count stroke of 
predetermined of the press metal mold is carried out, and the caulking laminating of the low iron 
loss ingredient core 2a is carried out to laminating Mizouchi of the press female mold 5. Next, at 
a process 1 35, it cuts off, and punch (blanking punch) 1 1 pierces and carries out scrap core 2d. 
At a process 136, one pitch of ingredients 3 is conveyed with a roll feeder 6. At a process 137, 
aluminum dies casting block 2c is transported into metal mold using migration means, such as 
the solenoid cylinder 10. At a process 138, laminating punch is driven by the solenoid (cylinder) 
and block pushing is performed into a caulking laminating slot. After repeating a process 138 the 
number of predetermined times from a process 1 34, at a process 1 39, a product 29 is picked out 
from the press female mold 5, and process termination (END140) is carried out. 
[0030] Drawing 9 shows the example of the assembly facility which carries out the assembly of 
components 2c manufactured by the manufacture technique other than the laminating core 2 by 
which the laminating was pierced and carried out with a press, and its press metal mold, for 
example, the aluminum dies casting block. Core 2a by which the laminating was pierced and 
carried out with press metal mold is taken out from metal mold, and is supplied to components 
alignment of a bowl feeder 19 etc.. and a feeder style. In this bowl feeder 19, the laminating core 
2 is arranged, and is aligned at the fixed sense, it has the function to position, and the laminating 
core 2 is supplied to the assembly hand 22 which has migration equipment 18. Moreover, at 
another station, aluminum dies casting block 2c which is the components manufactured by 
aluminum dies casting is supplied to components alignment of a bowl feeder 1 9 etc., and a feeder 
style. At this station, aluminum dies casting block 2c is arranged, and is aligned at the fixed 
sense, it has the function to position, and aluminum dies casting block 2c is supplied to the 
assembly hand 22 which has migration equipment 1 8. The assembly hand 22 takes out 
components from a components feeder style on either side to alternation, and attaches to it to 
the slot 21 for laminatings of the laminating fixture 20. The laminating of the laminating core 2 
and aluminum dies casting block 2c which were attached here is carried out by turns, and after 
they perform the regular assembly for quantity, they are taken out. 

[0031] Drawing 10 explains the structure of a linear motor of having the stator core which 
carried out the laminating of the aluminum dies casting block 2c to the laminating core 2 
mentioned above by turns. The teeth configuration of a stator core is shown in drawing 10 (a). 
This stator core consists of laminating cores, and has hole 23a for gage pins. The York section 
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of a stator core is shown in drawing 10 (b). The winding of the coil 1 is carried out to this part so 
that aluminum dies casting block 2c and the laminating core 2 may be illustrated to that whole 
core using what carried out the laminating by turns. Also In this yoke core part, it has hole 23b 
for gage pin 23c. Drawing 10 (c) shows the configuration which combined the yoke core section 
and the tea score section. By matching, in a union ****** configuration, the teeth section and 
the York section insert locator-pin 23c, and maintain the relative-position relation between a 
yoke core and a tea score, thereby — a laminating core — the aluminum block with a magnetic 
insulating function realizes the configuration assembled by turns, and obtains a linear motor 
stator. 

[0032] According to the above, it becomes possible to reduce the manufacturing cost of a motor 
using a cheap core, for example, without spoiling the engine performance as a motor. Moreover, 
in order to insert a high temperature conduction ingredient between cores, heat dissipation of a 
coil improves, and since thermal conductivity is also high, a motor with the more sufficient 
temperature characteristic and a linear motor are obtained. In being able to attain much more 
miniaturization of a motor and a linear motor by this, since a core is further constituted within a 
mold, the cheap motor which there were also few routing counters, and whose yield also 
improved, and reduced the cost of materials and operation expenses is obtained. 
[0033] 

[Effect of the Invention] According to one view of this invention, it has the core by which 
changed the charge of a laminated wood in the direction of product thickness, and the laminating 
was carried out. and the electrical machinery and apparatus which reduced the cost of materials 
can be offered. 

[0034] Moreover, according to other views of this invention, in a magnetic application product, 
the attachment component of a core and the structure which sandwiches another ingredient 
between a laminating core and a laminating core as a magnetic insulation are realizable. 
[0035] Moreover, according to the view of further others of this invention, the electrical 
machinery and apparatus which raised heat dissipation nature can be obtained by putting a high 
temperature conduction ingredient. 
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DESCRIPTION OF DRAWINGS 
[Brief Description of the Drawings] 

[Drawing 1] It is drawing showing the structure which carried out the laminating of the dissimilar 
material to the motor stator core of the example of this invention for every sheet. 
.[Drawing 2] It is drawing explaining the manufacture approach for obtaining the core which 
carried out the laminating of the dissimilar material of the example of this invention for every 
sheet. 

[Drawing 3] It is drawing showing the structure which carried out the laminating of the dissimilar 
material to the motor stator core of the example of this invention every two or more sheets. 
[Drawing 4] It is drawing which looks at and explains the press process for obtaining the core 
which carried out the laminating of the dissimilar material of the example of this invention every 
two or more sheets from a metal mold width side. 

[Drawing 5] It is drawing which looks at and explains the press process for obtaining the core 
which carried out the laminating of the dissimilar material of the example of this invention every 
two or more sheets from the metal mold upper part. 

[Drawing 6] It is drawing showing the structure which carried out the laminating of the aluminum 
block to the blanking laminating core of two or more sheets by turns to drawing, the object for 
transformers, and the core for linear motors which show the structure which carried out the 
laminating of the aluminum block to the blanking laminating core of two or more sheets by turns 
to the motor stator core of the example of this Invention. 

[Drawing 7] It is drawing which looks at and explains the press process for obtaining the 
laminating core of two or more sheets of the example of this invention, and the core which 
carried out the laminating of the aluminum block by turns from the metal mold upper part. 
[Drawing 8] It is drawing which looks at and explains the press process for obtaining the 
laminating core of two or more sheets of the example of this invention, and the core which 
carried out the laminating of the aluminum block by turns from a metal mold width side. 
[Drawing 9] It is drawing explaining the assembly facility for obtaining the laminating core of two 
or more sheets of the example of this Invention, and the core which carried out the laminating of 
the aluminum block by turns. 

[Drawing 10] It is drawing explaining the structure of the linear motor using the laminating core 
of two or more sheets of the example of this invention, and the core which carried out the 
laminating of the aluminum block by turns. 

[Drawing 1 1] It is a process flow Fig. corresponding to drawing 2 . 
[Drawing 12] It is a process flow Fig. corresponding to drawing 4 and drawing 5 . 
[Drawing 13] It is a process flow Fig. corresponding to drawing 7 and drawing 8 . 
[Description of Notations] 

1 [ — Quantity iron loss ingredient core, ] — A coil, 2 — A laminating core, 2a — A low iron 
loss ingredient core. 2b 2c — An aluminum dies casting block. 2d — A scrap core, 3a — Low 
iron loss ingredient, 3b [ — A roll feeder (feed gear). 7 / — The amount sensor of sag. 9 / — A 
block migration means, 10. 12 13 / — A solenoid cylinder, 11 / — It cuts off and is punch and 
14. / — It cuts off and is caulking laminating punch. ] — A quantity iron loss ingredient, 4 — A 
press punch. 5 ~ Press female mold, 6 
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